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ABSTRACT: 

PURPOSE: To heighten the speed of machining and shorten the time 
thereof, by controlling an electric discharge machining machine on the 
basis of actually instructed machining conditions calculated from machining 
conditions before input, Inputted machining conditions, a machined state 
and data from machining liquid state sensors. 

CONSTITUTION: When optional machining conditions are instructed by 
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an instruction unit 2, a central processing unit 1 takes out optional 
machining conditions from a registration circuit 3 and sends out the 
conditions to another central processing unit 12, which calculates actually 
instructed machining conditions from the optional machining conditions, 
machining conditions before input, and data from sensors 4, 5, and sends 
out the actually instructed machining conditions to the power supply circuit 
6, servo circuit 7 and liquid pressure control circuit 8 of an electric 
discharge machining device to regulate the circuits on the basis of the 
actually-instructed machining conditions to control the speed of a motor 9, 
the energy of discharge, a machining gap, the pressure of a machining 
liquid, etc. Since the data from the sensors 4, 5 change along with the 
progress in the electric discharge machining of a workpiece 1 1 , the actually 
instructed machining conditions are altered to be always optimal to 
heighten the speed of the machining. 
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